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Figure 3
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1
METHOD OF AND APPARATUS FOR
CONTROLLING MOLTEN METAL SURFACE
IN MOLD OF CONTINUOUS-CASTING
MACHINE AND CONTINUOUS-CASTING
MACHINE INCLUDING THE APPARATUS

This application is a U.S. national stage entry of Interna-
tional Patent Application No. PCT/JP2012/076316, filed Oct.
11, 2012, claiming the benefit of foreign filing priority under
35 U.S.C. 119(e) based on Japanese Patent Application No.
2011-231428, filed Oct. 21, 2011, 2008, the entire contents of
which are incorporated herein by reference.

TECHNICAL FIELD

The present invention relates to a method of and an appa-
ratus for controlling a molten metal surface in a mold of a
continuous-casting machine, and a continuous-casting
machine including the apparatus.

BACKGROUND ART

When the height (i.e. level) of a molten metal surface in a
casting mold (mold) greatly fluctuates, impurities such as
powder on the molten steel surface will be included into the
steel that is in contact with the mold and being solidified.
When the impurities are included into the steel, defects and/or
cracks occur on the surface of the steel piece and are exposed
in the form of a flaw or a scab on the steel plate at the time of
rolling, having a significant influence on quality and yield.
For this reason, it is required to suppress the fluctuations of
the molten metal surface in the mold.

As an example of such a method of controlling the molten
metal surface level in a mold, there has been disclosed in
Patent Document 1, “a method of controlling a molten metal
surface level in a mold of a continuous-casting machine”, for
example.

The “method of controlling a molten metal surface level in
a mold of a continuous-casting machine” disclosed in Patent
Document 1 is “a method of controlling the molten metal
surface level by measuring a molten metal surface level in a
mold of a continuous-casting machine, inputting the differ-
ence between the measured value and a setting value into a
feedback controller, operating an actuator based on the con-
trol output from the feedback controller, controlling, with the
use of the driving power output from actuator, the amount of
opening of a sliding nozzle that is provided for a tundish and
used to supply molten steel, characterized by including: an
estimation and calculation step of estimating periodic distur-
bance that causes molten metal surface level fluctuations
based on the difference of the measured value of the molten
metal surface level from the setting value and calculating the
manipulated variable of adaptive control for cancelling the
molten metal surface level fluctuations caused by the esti-
mated periodic disturbance; and an operation step of operat-
ing the actuator, in which the calculated, manipulated vari-
able of adaptive control is added to the control output from the
feedback controller as a feed-forward value for changing the
amount of opening of the sliding nozzle” (see claim 1 of
Patent Document 1).

PRIOR ART DOCUMENT
Patent Document

Patent Document 1: JP 2000-322106 A
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2
SUMMARY OF INVENTION

Problem to be Solved by the Invention

Control of the molten metal surface in a mold that has
already been proposed is such that the amount of opening of
a sliding nozzle provided for a tundish is controlled to control
the amount of molten metal to be supplied to the mold so that
the molten metal surface level is maintained at a constant
level.

The control performed by controlling the amount of open-
ing of the sliding nozzle is basically PID control. There have
been various proposals regarding the control method, exem-
plified by the above Patent Document 1, to enhance the
response to disturbance and certain results have been
achieved.

However, there are various disturbances, such as molten
metal surface waves, bulging-type molten metal surface fluc-
tuations, molten metal surface fluctuations caused by, for
example, clogging of the sliding nozzle due to the object
adhered to the sliding nozzle.

The molten metal surface waves mean a state, in which
while the average level of the molten metal surface does not
fluctuate, the height of the molten metal surface varies
depending on the position. There are the molten metal surface
waves that are caused by oscillation of the mold (frequency:
2 to 3 Hz) and the molten metal surface waves that are stand-
ing waves excited by movement of an immersed nozzle (fre-
quency: 0.6 to 0.9 Hz).

The bulging-type molten metal surface fluctuations and the
molten metal surface fluctuations caused by, for example,
clogging of the sliding nozzle due to the object adhered to the
sliding nozzle are such that the average level of the molten
metal surface fluctuates and therefore, these fluctuations are
different from the molten metal surface waves in this respect.

The bulging-type molten metal surface fluctuations are
such that the entire molten metal surface moves up and down
when bulging occurs periodically that is a phenomenon, in
which the thin part of steel that has been solidified bulges
outward at a portion not supported by rolls. The frequency of
the bulging-type molten metal surface fluctuations is 0.05 to
0.15 Hz.

The molten metal surface fluctuations caused by, for
example, clogging of the sliding nozzle due to the object
adhered to the sliding nozzle include a case where the molten
metal surface level is lowered by the reduction in the amount
of'molten steel supplied to the mold caused by the clogging of
the sliding nozzle due to the object adhered to the sliding
nozzle, for example, and a case where the molten metal sur-
face level is rapidly raised by the rapid increase in the amount
of supply of the molten steel when the adhered object is
removed from the sliding nozzle for some reason.

The control to maintain the molten metal surface level at a
constant level by controlling the amount of opening of the
sliding nozzle is effective in the case of the above bulging-
type molten metal surface fluctuations such that the average
level of the molten metal surface fluctuates and in the case of
the molten metal surface fluctuations caused by, for example,
clogging of the sliding nozzle due to the object adhered to the
sliding nozzle.

However, the disturbances such that the average level of the
molten metal surface fluctuates include one that is periodic,
one that is nonperiodic, and one, of which the period varies.
Accordingly, it is impossible to remove such disturbances by
merely controlling the amount of opening of the sliding
nozzle even when various control theories are applied and
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therefore, an ultimate solution to maintaining the molten
metal surface in the mold at a constant level has not been
achieved yet.

The present invention has been made to solve such a prob-
lem and an object of the present invention is to provide a
method of and an apparatus for controlling a molten metal
surface in a mold, which are effective to various disturbances,
and a continuous-casting machine including the apparatus.

Means for Solving the Problem

As described above, it is impossible to remove distur-
bances by merely controlling the amount of opening of the
sliding nozzle even when various control theories are applied.
This is because the response of the sliding nozzle to the
control of the amount of opening thereof is slow and there-
fore, various disturbances cannot be dealt with.

Under such circumstances, the inventor of this application
focused on the fact that the speed of response of the mold
oscillation control is equal to or higher than 1 Hz, which is
overwhelmingly higher than the speed’of response of the
sliding nozzle and based on this fact, the inventor reached a
new method of using the mold oscillation control to control
the molten metal surface in a mold. Specifically, the inventor
has found that, by making the reference position of oscillation
(center of oscillation) of the mold follow the fluctuating level
of the molten metal surface to maintain the contact interface
between the molten steel and the mold (that is, initial solidi-
fication position) at a constant level, it becomes possible to
cancel the disturbances that could not be dealt with by merely
controlling the amount of opening of the sliding nozzle.

In other words, the way of thinking is changed from the
conventional focus on maintaining the molten metal surface
level (height from a fixed point on the Earth) at a constant
level to a method of maintaining “the relative level between
the mold and the molten metal surface” at a constant level.

The present invention has been made on the basis of such a
new idea and specifically, the present invention includes the
following modes.

(1) A method of controlling a molten metal surface level in
a mold according to the present invention is characterized by
including: measuring the molten metal surface level in the
mold of a continuous-casting machine; changing a reference
position of oscillation of the mold based on a difference
between a molten metal surface setting value set in advance as
a desired value of the molten metal surface and a measured
value of the molten metal surface level; and making the ref-
erence position of oscillation follow molten metal surface
fluctuations.

Note that, in this description, controlling a molten metal
surface level in a mold means controlling the position of the
mold and/or the molten metal surface level (height from a
fixed point on the Earth) to control the relative level between
the mold and the molten metal surface.

(2) The present invention is further characterized in that, in
the method according to the above item (1), the molten metal
surface level is controlled by controlling the amount of open-
ing of a sliding nozzle based on the difference between the
measured value and the setting value.

(3) An apparatus for controlling a molten metal surface
level in a mold according to the present invention is charac-
terized by including: a mold oscillation controller for control-
ling oscillation of the mold of a continuous-casting machine;
and a molten metal surface level meter for measuring the
molten metal surface level in the mold, wherein
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4

the mold oscillation controller is configured to receive a
measured value from the molten metal surface level meter and
control a reference position of oscillation of the mold based
on the received value.

(4) The present invention is further characterized in that the
apparatus according to the above item (3) further includes a
sliding-nozzle opening amount-controlling device that is
configured to receive the measured value from the molten
metal surface level meter to control the amount of opening of
a sliding nozzle.

(5) A continuous-casting machine according to the present
invention is characterized by including the apparatus for con-
trolling the molten metal surface level in the mold according
to the above item (3) or (4).

Effects of Invention

In the method of controlling a molten metal surface level in
a mold according to the present invention, the molten metal
surface level in a mold of a continuous-casting machine is
measured and the reference position of oscillation of the mold
is changed based on the difference between the measured
value and the molten metal surface setting value that has been
set as a desired value of the molten metal surface in advance,
so that the reference position of oscillation follows the molten
metal surface fluctuations. As a result, it is made possible to
maintain the contact interface between the molten steel and
the mold (in other words, initial solidification position),
which brings about effects similar to those obtained when the
fluctuations of the absolute level of the molten metal surface
are prevented, that is, inclusions of impurities, such as pow-
der, on the molten steel surface due to the fluctuations of the
molten metal surface are prevented and therefore, the occur-
rence of defects and/or cracks on the surface of the steel piece
is prevented.

BRIEF DESCRIPTION OF DRAWINGS

FIG. 1 shows a diagram for explaining an apparatus for
controlling a molten metal surface level in a mold according
to an embodiment of the present invention.

FIG. 2 shows graphs showing mold position control signals
that are output from a mold oscillation controller of the appa-
ratus, described in FIG. 1, for controlling the molten metal
surface level in the mold.

FIG. 3 shows an explanatory diagram for explaining a state
of'a surface of molten steel near a meniscus in the mold (taken
from “Iron and Steel Handbook”, 4th Edition).

FIG. 4 shows a diagram showing distribution of tempera-
ture along height direction of the mold (taken from “Iron and
Steel Handbook™, 4th Edition).

FIG. 5 shows a diagram for explaining a method of con-
trolling the apparatus, described in FIG. 1, for controlling the
molten metal surface level in the mold.

FIG. 6 shows a graph showing results of examples, by
which effects of the present invention have been verified.

DESCRIPTION OF REFERENCE NUMERALS

1 tundish

3 mold

5 immersed nozzle

7 sliding nozzle

9 mold position-controlling cylinder

10 mold molten-metal surface level-controlling apparatus
11 mold oscillation controller

13 mold position level meter
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15 first servo valve

16 molten metal surface level meter
17 molten metal surface level controller
19 sliding-nozzle hydraulic cylinder
21 second servo valve

23 molten steel

25 powder layer

27 half-melted layer

29 molten layer

31 slag rim

33 powder adhesion layer

35 powder flow layer

37 solidified shell

EMBODIMENT FOR CARRYING OUT THE
INVENTION

Before explaining a method of and an apparatus for con-
trolling a molten metal surface level in a mold according to an
embodiment, main components of a continuous-casting
machine related to the method and the apparatus will be
described with reference to FIG. 1.

In FIG. 1, reference numeral 1 indicates a tundish, refer-
ence numeral 3 indicates a mold, reference numeral 5 indi-
cates an immersed nozzle for pouring molten metal in the
tundish 1 into the mold 3, reference numeral 7 indicates a
sliding nozzle for regulating the amount of molten metal to be
supplied to the immersed nozzle 5, the sliding nozzle 7 being
provided between the immersed nozzle 5 and the tundish 1.

The sliding nozzle 7 is provided with a sliding-nozzle
hydraulic cylinder 19 for opening and closing the sliding
nozzle 7. A molten metal surface level controller 17 controls
a second servo valve 21 based on a measured value from a
molten metal surface level meter 16, whereby the amount of
opening of the sliding-nozzle hydraulic cylinder 19 is con-
trolled.

Next, an apparatus for controlling a molten metal surface
level in a mold according to the embodiment of the present
invention will be described with reference to FIG. 1.

The mold molten-metal surface level-controlling appara-
tus 10 according to the present invention is characterized in
that the apparatus 10 includes a mold oscillation controller 11
for controlling oscillation of the mold 3 of the continuous-
casting machine and the molten metal surface level meter 16
for measuring the molten metal surface level in the mold 3,
and in that the measured value from the molten metal surface
level meter 16 is input to the mold oscillation controller 11 to
control the reference position of oscillation of the mold 3
based on the input value.

A configuration of the mold oscillation controller, which is
a feature of the embodiment, will be described in detail below.

The mold oscillation controller 11 is a device for control-
ling oscillation of the mold 3 of the continuous-casting
machine. The mold oscillation controller 11 controls a first
servo valve 15 for driving a mold position-controlling cylin-
der 9, thereby performing high-speed, continuous position
control of the mold position-controlling cylinder 9.

The actual position of the mold 3 that is required for the
mold oscillation controller 11 to perform the above control is
acquired by a mold position level meter 13 and fed back to the
mold oscillation controller 11.

A reference waveform signal for oscillation with a prede-
termined amplitude and a predetermined period with the ref-
erence position centered, and a difference between the mea-
sured value from the molten metal surface level meter 16 and
a molten metal surface setting value (desired value) are input
to the mold oscillation controller 11, which generates a com-
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6

posite control signal, in which the reference position is cor-
rected based on the difference.

FIG. 2 shows an example of signals associated with the
present invention for controlling the molten metal surface. In
the graphs in FIG. 2, the abscissa indicates time and the
ordinate indicates position. FIG. 2(a) shows a base waveform
signal of oscillation of the mold 3; FIG. 2(b) shows a differ-
ence between the measured value from the molten metal
surface level meter 16 and the setting value (desired value) of
the molten metal surface, that is, a reference position correc-
tion signal for correcting the oscillation reference position of
the mold 3; and FIG. 2(c) shows the composite control signal,
in which the base waveform signal and the reference position
correction signal are combined, and which is output to the
first servo valve 15 as a mold position control signal.

The mold oscillation controller 11 controls the first servo
valve 15 based on the mold position control signal. In this
way, while the mold 3 is oscillated, the position of the mold 3
is controlled so that the oscillation reference (center) position
of the mold 3 is changed so as to follow the molten metal
surface fluctuations.

In order for the mold oscillation controller 11 to generate a
composite control signal, it suffices that a value resulting
from the correction using the difference between the mea-
sured value of the molten metal surface and the molten metal
surface setting value is used as a set variable (hereinafter
referred to as “SV value”) of the composite control signal.
The relation is shown by the following Equation (1):

Y=Afo,)+AH (6]

where

Y: SV value

f(a,b): function of a and b

fo: frequency of oscillation of mold (Hz)

t: time

AH: difference between measured value and setting value
of molten metal surface.

To make the mold 3 follow the molten metal surface fluc-
tuations means to prevent the relative position between the
meniscus and the mold 3 from varying from the viewpoint of
the mold reference frame. Preventing the relative position
between the meniscus and the mold 3 from varying results in
preventing the initial solidification position relative to the
mold from varying. Preventing the initial solidification posi-
tion relative to the mold from varying has a significance in
view of keeping the initial solidification portion stable to
perform stable feeding of powder. This will be described in
detail below with reference to FIG. 3 and FIG. 4.

As shown in FIG. 3, the powder is present in the forms ofa
powder layer 25, a half-melted layer 27, and a molten layer 29
on a molten steel 23. As shown in FIG. 3, the initial solidifi-
cation portion forms a complicated state, including a slag rim
31, a powder adhesion layer 33, a powder flow layer 35, and
a solidified shell 37, etc. When this state is stably maintained,
it is possible to stably supply the powder in the molten layer
29 to the interface between the molten metal and the mold 3.
When fluctuations of the molten metal surface occur, how-
ever, such a stable state (relative positional relationship) is
broken, which can lead to the shortage or excess in the amount
of powder fed and/or the inclusions of slag into the molten
metal. Moreover, the temperature of the mold, with which the
molten metal is in contact, rapidly varies and the conditions of
solidification also significantly vary.

Actually, as shown in FIG. 4, the distribution of tempera-
ture in the mold 3 rapidly varies in the vicinity of the molten
metal surface even in stable conditions. If the initial solidifi-
cation position deviates beyond the normal oscillation range,
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the temperature of the mold 3, with which the molten metal is
in contact, rapidly varies and the conditions of solidification
also significantly vary, so that it becomes impossible to main-
tain the stable initial solidification state. In other words, pre-
venting the relative position between the mold 3 and the
molten metal surface from varying makes it possible to main-
tain the stable initial solidification state. Specifically, by caus-
ing the reference position of oscillation of the mold 3 to
follow the molten metal surface fluctuations to prevent the
initial solidification position from varying, it becomes pos-
sible to maintain the stable initial solidification state and it
also becomes possible to stably supply the powder to the
interface between the molten steel and the mold 3.

As described above, making the reference position of the
mold 3 follow the molten metal surface fluctuations has sig-
nificant effects of maintaining the stable initial solidification
and of making it possible to stably supply powder. From the
viewpoint of the mold reference frame, however, making the
mold follow the molten metal surface fluctuations means that
only the speed of drawing the cast piece varies (according to
the rate of change of the mold position), which raises con-
cerns for the influence of this control on the speed of drawing
the cast piece. For this reason, the influence of the change of
the reference position of the mold on the speed of drawing the
cast piece will be discussed below.

The oscillation caused by the oscillating action also causes
the change of speed of drawing the cast piece from the view-
point of the mold reference frame. For this reason, as a way of
discussing the influence of the change of the reference posi-
tion of the mold on the speed of drawing the cast piece,
comparison is made with the oscillatory motion speed.

First, the speed of oscillatory motion caused by oscillation
is determined. The oscillation is assumed to be sinusoidal.
The speed of sinusoidal oscillatory motion is determined by
the Equation (2). In this equation, V is speed of oscillatory
motion, r is amplitude, and f is frequency.

V=rx2nxf 2)

The speed of oscillatory motion caused by oscillation can
be determined as shown by the Equation (3).
®

Vo=rox2axfo=100 mm/s=6 mpm

In this equation,

Vo: speed of oscillatory motion caused by oscillation

ro: amplitude of oscillation

fo: frequency of oscillation,
where fo=4 (Hz) and ro=4 (mm).

This means that the relative drawing speed varies by the
above speed Vo=6 mpm from the viewpoint of the oscillating
mold reference frame.

Next, as an example of the molten metal surface fluctua-
tions, bulging-type molten metal surface fluctuations are
taken and the speed of oscillatory motion to make the mold
reference frame position follow the molten metal surface
fluctuations was determined.

In this case, the speed of oscillatory motion of the mold
reference position is equal to the speed of the bulging-type
molten metal surface fluctuations. For this reason, the speed
of molten metal surface fluctuations due to bulging is
obtained from the Equation (4) based on the Equation (2).

Vb=rbx2nxfb=3.1 mm/s=0.19 mpm 4

In this equation, it is assumed that

Vb: speed of molten metal surface fluctuations due to bulg-
ing

rb: amplitude of molten metal surface fluctuations due to
bulging

fb: frequency of bulging
where tb=0.1 (Hz) and rb=5 (mm).
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It can be seen from the Equations (3) and (4) that the speed
of oscillatory motion caused by oscillation is incomparably
higher than that of the bulging-type molten metal surface
fluctuations. For this reason, the influence that is exerted on
the casting speed when the mold is caused to follow the
bulging-type molten metal surface fluctuations is less than the
influence of oscillation on the casting speed, that is, almost
negligible.

Next, a flow of control performed in the continuous-casting
machine of the present embodiment configured as described
above will be described with reference to FIG. 5. FIG. S is an
illustration of the flow of control, using arrows.

The method of controlling the molten metal surface level in
the mold performed in the continuous-casting machine of'the
present embodiment is mainly divided into two control opera-
tions, mold oscillation control and sliding nozzle control.

In the mold oscillation control, the molten metal surface
level in the mold 3 of the continuous-casting machine is
measured and the reference position of oscillation of the mold
3 is changed based on the difference of the measured value
from the setting value, whereby the reference position of
oscillation is caused to follow the molten metal surface fluc-
tuations. This will be specifically described below.

A base oscillation waveform for the oscillating action,
which has its center at the reference position of oscillation, is
set in advance in the mold oscillation controller 11 (see FIG.
2(a)). In order to make the mold 3 follow the molten metal
surface fluctuations, the reference position of oscillation is
corrected based on the difference of the measured value of the
molten metal surface acquired from the molten metal surface
level meter 16 from the molten metal surface setting value
(see FIG. 2(b)). The oscillation waveforms are synthesized
with the corrected reference position of oscillation centered,
making an instruction value of the mold position (SV value)
(see FIG. 2(c)).

Next, the actual mold position (PV value) measured by the
mold position level meter 13 is compared with the SV value
and correction corresponding to the difference is performed
with use of the first servo valve 15 to operate the mold posi-
tion-controlling cylinder 9 so that the mold position is
brought to a predetermined position, whereby constant oscil-
lation with respect to the molten metal surface is maintained.

Next, the flow of the sliding nozzle control will be
described. The sliding nozzle control means control of the
molten metal surface level by controlling the amount of open-
ing of the sliding nozzle 7 based on the difference between the
setting value of the molten metal surface and the measured
value of the molten metal surface from the molten metal
surface level meter 16. This will be specifically described
below.

The setting value (SV value) of the molten metal surface is
provided in advance to the molten metal surface level con-
troller 17. The difference is calculated based on the setting
value of the molten metal surface and the actual molten metal
surface level (PV value) measured by the molten metal sur-
face level meter 16. The molten metal surface level controller
17 controls the second servo valve 21 based on the difference
and thus the amount of opening of the sliding nozzle 7 is
controlled by the second servo valve 21. The amount of mol-
ten metal poured into the mold 3 is controlled by controlling
the amount of opening of the sliding nozzle 7, whereby the
molten metal surface level is continuously controlled.

As described above, the mold 3 in this embodiment is
oscillated while following the molten metal surface level and
the molten metal surface level is controlled with use of the
sliding nozzle 7, whereby both control operations cooperate
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with each other, thereby matching the mold position and the
molten metal surface level relative to each other.

In this way, the relative position between the meniscus and
the mold 3 remains the same, which makes it possible to
maintain the initial solidification position in the mold 3. As a
result, the stable initial solidification state is maintained,
which brings about the effect that the shortage or excess in the
amount of powder fed and/or the inclusions of slag into the
molten metal are prevented to realize stable supply of the
powder.

For the purpose of realizing the apparatus for controlling
the molten metal surface in a mold according to the present
embodiment, it suffices that the SV value setting logic in an
existing mold oscillation controller is changed. This means
that it is possible to use the existing mold oscillation control-
ler, the existing actuator(s) for oscillating the mold 3, the
existing molten metal surface level meter 16, etc. This also
brings about the effect of reducing costs of the apparatus.

In the above description of the embodiment, the mold
position-controlling cylinder 9 hydraulically operated has
been described as an example of the device for oscillation.
However, the oscillation device, to which the present inven-
tion can be applied, is not limited to the above one. Instead of
the devices using the hydraulic cylinder using hydraulic pres-
sure as described above, devices using an electrically-driven
cylinder, or a lever-type oscillator, for example, may be used
as long as the device can perform oscillation.

Note that the targets of the molten metal surface level
control according to the embodiment include the above bulg-
ing-type molten metal surface fluctuations, in which the aver-
age level of the molten metal surface fluctuates, and the
molten metal surface fluctuations caused by clogging, for
example, of the sliding nozzle due to the object adhered to the
sliding nozzle.

There is therefore a possibility that the molten metal sur-
face waves such that the height of the molten metal surface
varies depending on the position can remain as the distur-
bance signal that may have an adverse influence in terms of
control in performing the control of the present embodiment.

This disturbance signal may be removed by providing the
molten metal surface level meter 16 with a high-frequency
filter to remove the oscillation with a frequency of, for
example, equal to or higher than about 1 Hz.

This high-frequency filter may be provided at any part
instead of at the molten metal surface level meter 16 as long
as the high-frequency filter is installed so as to be able to
remove the disturbance signal. Specifically, the high-fre-
quency filter may be provided in the mold oscillation control-
ler 11 or may be separately installed so as to remove the
disturbance signal after the mold position control signal is
output to the first servo valve 15.

A dumper may be provided to directly suppress the molten
metal surface fluctuations physically.

EXAMPLE

Control of a molten metal surface in a mold of a continu-
ous-casting machine, to which the present invention was
applied, was conducted and the result thereof'is shown in FIG.
6. In the graph in FIG. 6, the abscissa indicates methods of
controlling the molten metal surface and the ordinate indi-
cates defect index.

FIG. 6(a) and F1G. 6() show the cases where control of the
molten metal surface was performed using conventional
methods only. FIG. 6(a) shows the case where control of the
molten metal surface was performed using PID molten metal
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surface control only. FIG. 6(5) shows the case where control
of the molten metal surface was performed using H* molten
metal surface control only.

FIG. 6(c) shows the case where control of the molten metal
surface was performed using both PID molten metal surface
control and mold oscillation control according to the present
invention. FIG. 6(d) shows the case where control of the
molten metal surface was performed using both H* molten
metal surface control and mold oscillation control according
to the present invention.

The defect indices in the cases of FIG. 6(a) to FIG. 6(d) are
expressed relative to that in FIG. 6(a).

From the results of comparison between the cases of FIG.
6(a) and FIG. 6(c) and between the cases of FIG. 6(b) and
FIG. 6(d), it can be seen that, by applying the present inven-
tion, the defects are reduced to or below half of those of the
conventional cases, in which control using similar methods is
performed.

As described above, it has been found that the present
invention can be applied to either of the control method using
the PID molten metal surface control and the control method
using the H™ molten metal surface control, and that the
present invention has a significant effect in preventing the
occurrence of defects.

The invention claimed is:

1. A method of controlling a molten metal surface level in
a mold of a continuous-casting machine, the method com-
prising:

performing oscillation of the mold by using at least one of

a hydraulic cylinder and an electrically-driven cylinder;
and

controlling the oscillation of the mold by:

measuring a molten metal surface level in the mold;

generating a composite control signal by correcting a
reference waveform signal of a predetermined ampli-
tude and a predetermined period for the oscillation of
the mold, based on a difference between a measured
value of the molten metal surface level and a desired
value of the molten metal surface level; and

changing a reference position of the oscillation of the
mold by operating at least one of the hydraulic cylin-
der and the electrically-driven cylinder according to
the composite control signal to prevent a relative posi-
tion between the mold and the molten metal surface
level from varying to maintain an initial solidification
state.

2. The method of controlling the molten metal surface level
in the mold according to claim 1, wherein the molten metal
surface level is controlled by controlling an amount of open-
ing of a sliding nozzle based on the difference between the
measured value of the molten metal surface level and the
desired value of the molten metal surface level.

3. The method of controlling the molten metal surface level
in the mold according to claim 1, wherein

the changing of the reference position of the oscillation of

the mold is performed so as to make the reference posi-
tion of the oscillation follow molten metal surface fluc-
tuations.

4. The method of controlling the molten metal surface level
in the mold according to claim 1, further comprising:

measuring a mold position, wherein

the changing of the reference position of the oscillation of

the mold is performed based on a measured value of the
mold position.



